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METHOD AND APPARATUS FOR CLOSELY 
COUPLING MACHINES USED FOR CAN 

MAKING 

This application: is a continuation of US. patent appli 
cation Ser. No. 09,177,036 ?led Oct. 22, 1998, now US. Pat. 
No. 6,085,563. 

FIELD OF THE INVENTION 

The current invention is directed to a method and appa 
ratus for closely coupling machines, such as multi-stage 
necking machines, used to perform successive operations on 
cans. 

BACKGROUND OF THE INVENTION 

TWo piece cans are conventionally used to package 
beverages, such as beer and carbonated soft drinks. Such 
cans are often made from aluminum and are formed by 
attaching a circular lid to a generally cylindrical can body 
formed by a draWing and ironing process. Typically, the 
diameter of the open end of the can body is reduced prior to 
attaching the lid in order to enable reducing the diameter of 
the lid. The reduction in the diameter of the can end is 
accomplished in a series of operations referred to as “neck 
ing”. 

In order to avoid Wrinkling or otherWise undesirably 
distorting the can end, necking is performed in a number of 
incremental steps, With the diameter of the open end being 
reduced only slightly in each step. FIG. 1 shoWs the open 
end 3 of a can body 2 as it undergoes successive necking 
operations. Although, for simplicity, only three discrete 
necking operations are shoWn in FIG. 1, it should be 
appreciated that a larger number necking operations Will 
frequently be utiliZed. A variety of methods have been 
employed to perform the necking operation. In one 
approach, referred to as die necking and disclosed in US. 
Pat. No. 5,755,130 (Tung et al.); US. Pat. No. 4,519,232 
(TracZyk et al.) and US. Pat. NO. 4,774,839 (Calef? et al.), 
each of Which is hereby incorporated by reference in its 
entirety, the open end of the can body is forced into a die 
having an inWardly tapered surface that permanently 
deforms the metal inWard. Another approach, referred to as 
“spin necking,” involves reducing the can end diameter by 
pressing the can end against a rotating tool. 
A variety of machines have been developed for necking 

can ends. One such machine 6, Which employs a die necking 
process, is shoWn in FIGS. 2—5. Such machines are available 
from Belvac Production Machinery of Lynchburg, Va., as 
model 595 6N/8. As shoWn best in FIGS. 1 and 2, such 
machines typically comprise a plurality of modules, desig 
nated 11, 17, 19, and 21, attached to a unitary base 5. An 
input chute 8 directs the can bodies 2 to an input module 
11—speci?cally, to one of the pockets of a multi-pocket 
input feed Wheel 10 that forms a portion of the input module. 
The input feed Wheel 10 is constructed similar to the 
intermediate Wheels 18, discussed beloW, eXcept that its 
pockets have a saW tooth geometry that aids in picking cans 
from the input chute 8. The input feed Wheel 10 carries the 
can body counterclockWise, When vieWed from the front, 
approximately 210° and deposits it into a ?rst necking 
module 17—speci?cally, into one of the pockets of a multi 
pocket rotary necking station 16 that forms a portion of the 
necking module. 

Using techniques Well knoWn in the art, in the necking 
station 16, the open end of the can body 2 is brought into 
contact With a die so as to reduce its diameter slightly, as 
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2 
previously discussed. The rotary necking station 16 carries 
the partially necked can body clockWise and deposits it into 
a ?rst intermediate module 19—speci?cally to one of the 
pockets of a multi-pocket intermediate Wheel 18 that forms 
a portion of the intermediate module. As discussed further 
beloW, the intermediate Wheel 18 carries the can body 
counterclockWise and deposits it into one of the pockets of 
the neXt multi-pocket rotary necking station 16, Which 
further reduces the diameter of the can end. Thus, a inter 
mediate Wheel 18 is disposed betWeen each pair of necking 
stations 16 and carries the can body from the each necking 
station to the neXt doWn stream necking station. The necking 
process is repeated in each necking station 16 of the machine 
2 so as to gradually reduce the diameter of the can end 3. As 
many as nine necking stations 16 may be incorporated into 
a single machine 2. 
As shoWn in FIG. 3, each intermediate module 19 com 

prises a base plate 64 that supports a bearing housing 60 and 
rear support plate 62 that, in turn, support the drive shaft 32 
for the intermediate module. The drive shaft 32 is driven by 
a gear 24, affixed to its rear end, as discussed further beloW. 
The shaft 32 has a hub 90 at its front end that supports the 
intermediate Wheel 18. As previously discussed, the inter 
mediate Wheel 18 has a plurality of pockets 56 formed on its 
rim 94. Circumferentially extending front and rear stationary 
plates 92 and 93, respectively, project outWard from the hub 
90 and eXtend to just beloW the rotating rim 94 so as to form 
an annular passage 95. Apair of baf?es (not shoWn) divide 
the annular passage into upper and loWer halves 95‘ and 95“, 
respectively. 

Piping 88 conveys suction 99 from a vacuum source 84 to 
a valve 86. A manifold 87 directs the suction from the valve 
86 to the loWer portion 95“ of the annular passage via 
openings 97 in the loWer half of plate 93. From the loWer 
portion 95“ of the annular passage, the suction 99 is directed 
to each of the pockets 56 in the loWer half of the Wheel 18 
via the vacuum ports 58. The upper portion 95‘ of the annular 
passage is vented to atmosphere via an opening 96 in the 
upper half of plate 93. Thus, suction 99 is applied to the 
pockets 56 as they rotate counterclockWise past the loWer 
portion 95“ of the annular passage and is released as they 
rotate past the upper portion 95‘ of the annular passage—that 
is, suction is applied to each of the pockets 56 from about the 
3 o’clock location, at Which time the they receive a can body 
2 from the upstream necking module 17, to about the 9 
o’clock location, at Which time they discharge the can body 
to the doWnstream necking module. 
A set of upper and loWer guide plates 66 and 70, 

respectively, are located in front of the intermediate Wheel 
18. In addition, another set of upper and loWer guide plates 
68 and 72 are located behind the transfer Wheel. The guide 
plates are supported from a bracket 78 by spacers 74, 76, 80 
and 82. The guide plates ensure that the can bodies maintain 
their position along the flow path formed by the intermediate 
module 18. 

Returning to FIG. 2, the last necking module 16 deposits 
the can body 2 to a discharge module 21—speci?cally to one 
of the pockets in a discharge Wheel 20 that forms a portion 
of the discharge module. The discharge Wheel 20, Which is 
constructed similar to the intermediate Wheels 18, carries the 
can body counterclockWise and deposits it into a discharge 
chute 22. Although the can body 2 is carried circumferen 
tionally by the Wheels 10, 18 and 20 and necking stations 16, 
the general flow path of the can body through the machine 
is along a linear, horiZontally oriented path from left to right 
as vieWed in FIG. 2. 

The input feed module 10 and the discharge module 21 
each employ a suction system for retaining and releasing can 
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bodies of the type describe above With reference to the 
intermediate module 19. 
As shoWn in FIGS. 4 and 5, the input feed Wheel 10, 

intermediate Wheels 18, and discharge Wheel 20 are each 
driven by a shaft 31 that is, in turn, driven by a gear 24. The 
necking stations 16 are also driven by a shaft 34 driven by 
a gear 24. The gears 24 are indeXed and meshed so that the 
pockets of one component are in registration With the 
pockets of the adjacent components. One of the gears 24‘ is 
driven through a gear boX 26 by a motor 28 using a belt drive 
30. The gear 24‘ then drives the tWo immediately adjacent 
gears 24, Which, in turn, drive the neXt gears, and so on. 
Thus, the gear train for the necking machine comprises a 
roW of gears each of Which engages the adjacent gear. As 
shoWn in FIGS. 4 and 5, the gear 24‘ that is driven directly 
the gear boX is part of the intermediate module 19‘ is located 
in the center of the machine. 

In order to fully neck the can body 2, it is generally 
necessary to perform more than the eight or nine necking 
operations available in conventional necking machines of 
the type shoWn in FIGS. 2—5. In the past, additional necking 
operations Were performed by connecting tWo necking 
machines via a conveyor 40, as shoWn in FIG. 6, so that the 
second machine Was doWnstream of the ?rst machine and 
received partially necked can bodies from the ?rst machine. 
The second machine then performed further necking opera 
tions on the can end. 

Unfortunately, use of the conveyor 40 to couple the 
necking machines 6 has several draWbacks, including dam 
age to the cans during conveyance and jamming of the cans 
in the conveyor, Which requires a stoppage of the machines. 
Also, since the conveyor miXes the can from each necker, all 
of the components must be checked When a problem is 
detected in a can from one of the neckers. 

Consequently, it Would be desirable to provide a method 
and apparatus for reliably transferring can bodies betWeen 
tWo machines that perform operations sequentially on can 
bodies. 

SUMMARY OF THE INVENTION 

It is an object of the current invention to provide a method 
and apparatus for reliably transferring can bodies betWeen 
tWo machines that perform operations sequentially on can 
bodies. This and other objects is accomplished in a system 
for successively performing operations on a can in a plu 
rality of discrete steps, comprising a ?rst machine for 
performing a ?rst portion of the operations on the can and a 
second machine for performing a second portion of the 
operations. 

The ?rst machine comprises ?rst rotating means for 
performing at least one of the operations on the can, such as 
necking operations, so as to produce a partially operated 
upon can, and a ?rst gear train driving the ?rst rotating 
operation performing means. The ?rst machine may also 
comprise an input feed Wheel and a discharge Wheel. The 
?rst gear train preferably includes a ?rst gear that drives the 
discharge Wheel of the ?rst machine. 

The second machine comprises second rotating means for 
performing at least a second of the operations on the can, 
such as an additional necking operation, so as to produce a 
further operated upon can, and a second gear train driving 
the second rotating operation performing means. The second 
machine may also comprise an input feed Wheel and a 
discharge Wheel. The second gear train preferably includes 
a second gear that drives the input Wheel of the second 
machine. 
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4 
The system also includes a transfer means for trans 

ferring the partially operated upon can from the ?rst 
machine to the second machine, (ii) transferring poWer 
betWeen the ?rst and second gear trains, and (iii) synchro 
niZing the operation of the ?rst and second rotating operat 
ing performing means. The transfer means preferably 
includes a transfer Wheel and a third gear. The transfer Wheel 
is located to receive the partially operated upon can from the 
discharge Wheel of the ?rst machine and to deliver the can 
to the input feed Wheel of the second machine. The transfer 
Wheel is driven by the third gear, While the third gear drives 
one of the ?rst and second gears and is driven by the other 
one of the ?rst and second gears. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a schematic vieW of the open end of a can after 
each successive necking operation according to the prior art. 

FIG. 2 is a front vieW of a machine for necking can ends 
according to the prior art, With some of the guide plates 
removed for clarity. 

FIG. 3 is a longitudinal cross-section through the inter 
mediate module shoWn in FIG. 2 taken along line III—III 
shoWn in FIG. 2. 

FIG. 4 is a top vieW, partially schematic, of the necking 
machine shoWn in FIG. 2 according to the prior art. 

FIG. 5 is a rear vieW, partially schematic, of the necking 
machine shoWn in FIG. 2 according to the prior art. 

FIG. 6 is a front vieW, partially schematic, of a system for 
necking can ends, as shoWn in FIG. 1, employing tWo 
necking machines of the type shoWn in FIGS. 2—5 that are 
connected by a conveyor according to the prior art. 

FIG. 7 is a front vieW, partially schematic, of a system for 
necking can ends employing tWo necking machines closely 
coupled by a transition module according to the current 
invention. 

FIG. 8 is a top vieW, partially schematic, of the necking 
system shoWn in FIG. 7 according to the current invention. 

FIG. 9 is a rear vieW, partially schematic, of the necking 
system shoWn in FIGS. 7 and 8 according to the current 
invention. 

FIG. 10 is a detailed front vieW of the necking system 
shoWn in FIG. 7 in the vicinity of the transition module 
according to the current invention, With some of the guide 
plates removed for clarity. 

FIG. 11 is a detailed rear vieW of the necking system 
shoWn in FIG. 7 in the vicinity of the transition module 
according to the current invention. 

FIG. 12 is a detailed top vieW of the necking system 
shoWn in FIG. 7 in the vicinity of the transition module 
according to the current invention. 

FIG. 13 is a longitudinal cross-section through the tran 
sition module shoWn in FIGS. 7—12 taken along line XIII— 
XIII shoWn in FIG. 12. 

FIG. 14 is a transverse cross-section through the transition 
module shoWn in FIGS. 7—13 taken along line XIV—XIV 
shoWn in FIG. 13. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

A system 50 for necking can ends according to the current 
invention is shoWn in FIGS. 7—9. The system 50 comprises 
upstream and doWnstream necking machines 6‘ and 6“ that 
are substantially the same as the necking machine 6 
described above eXcept for certain modi?cations discussed 
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below. According to the current invention, the necking 
machines 6‘ and 6“ are directly and closely coupled by a 
transfer module 52. As discussed in detail beloW, the transfer 
module 52 transfers partially necked can bodies 2 from 
the ?rst machine 6‘ to the second machine 6“ for completion 
of the necking operation, (ii) transfers poWer from the gear 
train of one machine to the gear train of the other machine, 
and (iii) synchroniZes the rotation of the tWo machines. 

For simplicity, each of the necking machines 6‘ and 6“ 
shoWn in FIGS. 7—9 has been depicted as having four 
necking stations 16. HoWever, the necking machines 6‘ and 
6“ Will often have more than four necking stations 16 and, 
in fact, as previously discussed, according to current 
practice, as many as nine necking stations may be incorpo 
rated into each necking machine. 
As shoWn in FIGS. 7—10, the ?rst necking machine 6‘ has 

been modi?ed by removing the discharge chute 22, and 
(ii) replacing the motor 28 With a larger motor 28‘. The 
second necking machine 6“ has been modi?ed by replac 
ing the input feed Wheel 10 With an input feed Wheel 10‘, 
Which is substantially identical to the intermediate Wheel 18, 
and (ii) eliminating the motor 28, gear boX 26 and associated 
components. In addition, any piping or electrical conduits in 
the area to be occupied by the transfer module 52 must be 
relocated. 

The structure of transfer module 52 is similar to that of the 
intermediate modules 18, discussed above, eXcept for certain 
important differences, discussed immediately beloW. As 
shoWn best in FIGS. 13 and 14, three circumferentially 
extending stationary plates—a rear plate 100, a front plate 
104, and an intermediate plate 102—eXtend from the hub 90 
to just beloW the periphery 94 of a rotary transfer Wheel 54. 
The rear and intermediate plates 100 and 102, respectively, 
form a rear annular chamber 106 that is in How communi 
cation With the vacuum ports 58 formed in the pockets 56. 

Baf?es 112 and 114 extending betWeen the rear and 
intermediate plates 100 and 102 divide the rear annular 
chamber 106 into upper and loWer halves 106‘ and 106“, 
respectively. The intermediate and front plates 102 and 104, 
respectively, form a front annular chamber 108. Openings 
111 in the upper portion of intermediate plate 102 place the 
upper portion 106‘ of the rear annular chamber into ?oW 
communication With the front annular chamber 108. An 
opening 110 in the loWer portion of the intermediate plate 
102 places the front annular chamber 108 into ?oW com 
munication With the vacuum manifold 87‘, Which eXtends 
through the loWer portion 106“ of the rear annular passage. 
Thus, the front annular chamber 108 serves as a passage 
betWeen the upper portion 106‘ of the rear annular chamber 
and the vacuum manifold 87. An opening 118 in the rear 
plate 100 vents the loWer portion 106“ of the rear annular 
chamber to atmosphere. 
As shoWn best in FIG. 14, in operation, the transfer Wheel 

54 —Which rotates in an opposite direction from the inter 
mediate Wheels 18, the input feed Wheels 10, 10‘ and 
discharge Wheel 20 —receives partially necked can bodies 2 
from the pockets of the discharge Wheel 20 of the upstream 
necking machine 6‘ and delivers them into the pockets of the 
input feed Wheel 10‘ of the doWnstream necking machine 6“. 
Speci?cally, as the transfer Wheel 54 rotates clockWise, the 
pockets 56 are successively conveyed past the baffle 112 
from the loWer portion 106“ of the rear annular chamber to 
the upper portion 106‘. When this happens, a suction 99‘ is 
applied to the pockets 56 via a How path formed betWeen the 
holes 58 in the rim 94 and the vacuum manifold 87‘. This 
How path is formed by the upper portion 106‘ of the rear 
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6 
annular chamber, the holes 110 and 111 in the intermediate 
plate 102, and the front annular chamber 108. 
When the pockets 56 rotate suf?ciently far to pass the 

baffle 114 and reach the loWer portion 106“ of the rear 
annular chamber, Which is vented to atmosphere, the suction 
99‘ is released. Thus, suction 99‘ is applied to the pockets 56 
as they rotate past the upper portion of the transfer module 
52 and is released as they rotate past the loWer portion—that 
is, suction is applied to each of the pockets 56 from about the 
9 o’clock location, at Which time the they receive a can body 
2 from the upstream discharge module 20, to about the 2:30 
o’clock location, at Which time they discharge the can body 
to the input Wheel 10‘ of the doWnstream necking module. 
As shoWn in FIG. 12, a gear 25 is formed on the shaft 32 

of the transfer module 52 and drives the rotation of the 
transfer Wheel 54. As shoWn in FIGS. 9, 11 and 12, the 
transfer module drive gear 25 meshes With and is indeXed 
With the gear 24 for the discharge module 21 of the upstream 
necking machine 6‘ as Well as the gear 24 for the feed 
module 11‘ of the doWn stream necking machine 6“. Thus, 
the gear 25 serves to synchroniZe the tWo machines— 
causing the tWo machines to operate at the same speed and 
the pockets 56 of the transfer Wheel 54 to be in registration 
With the pockets of both the discharge Wheel 20 of the 
upstream machine 6‘ and the input feed Wheel 10‘ of doWn 
stream machine 6“, for eXample, by aligning timing marks 
When the module 54 is coupled to the tWo necking machines. 
As previously discussed, according to the current 

invention, the motor and gear boX for one of the necking 
machines is eliminated When the machines are coupled. 
Although as shoWn in the draWings, the motor and gear boX 
for second necking machine 6“ has been eliminated, the 
invention could be practiced by eliminating the motor and 
gear boX for the ?rst necking machine 6‘ instead. In any 
event, according to the current invention, both necking 
machines 6‘ and 6“ are driven by a single motor 28‘ that is, 
preferably, of larger capacity that the motor 28 convention 
ally used. As shoWn best in FIGS. 8 and 11, the drive gear 
25 for the transfer module 52 essentially integrates the gear 
trains of the tWo machines into a common gear train driven 
by a single motor 28‘ and gear boX 26‘. Although as shoWn 
in FIG. 8, the motor 28‘ drives the gear 24‘ for the central 
intermediate module 17 of the ?rst necking machine 6‘, it 
could be connected so as to drive any of the other gears 24, 
25 Within the common gear train. 

The incorporation of the drive gear 25 for the transfer 
module 52 into the gear train for the machines 6‘ and 6“ 
according to the current invention alloWs the transfer mod 
ule to not only transfer can bodies betWeen the tWo necking 
machines, but also to both transfer poWer from one machine 
to the other and synchroniZe one machine to the other. This 
arrangement alloWs precise timing of the tWo machines to 
ensure proper registration of the pockets and a smooth and 
continuous How of can bodies through the system. 

Thus, a succession of necking operations greater than that 
permitted on a single necking machine can be performed, 
Without the draWbacks associated With the use of conven 
tional conveyor systems, by closely and directly coupling 
tWo necking machines according to the current invention. 
Coupling tWo necking machines of type discussed above 
permits a total of as many as eighteen or more successive 
necking operations to be preformed on the can bodies. In the 
event that a someWhat lesser number of necking operations 
are required—for eXample, tWelve operations—some of the 
necking stations 16 in one or both of the machines 6‘ and 6“ 
could be replaced by conventional intermediate modules 17, 
as is Well knoWn. in the prior art. 
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Many variations in the invention described above Will be 
apparent to one skilled in the art armed With the teachings of 
the current invention. For example, although the invention 
has been described With reference to coupling necking 
machines, each of Which comprises a number of modules 
attached to a unitary base 5, the invention could also be 
practiced by coupling tWo or more necking machines one or 
both of Which Was comprised of a number of discrete 
modules, each having its oWn base and joined together into 
a single machine. Moreover, although the invention has been 
described With reference to coupling tWo complete, existing 
necking machines, the invention could also be practiced by 
coupling one or more discrete necking modules to an 
eXisting necking machine. Further, although the invention 
has been described in detail With reference to coupling 
multi-stage die necking machines, the invention could also 
be practiced by coupling multi-stage spin necking machines 
or other machines that sequentially operate on a can body, 
such as ?anging machines. The invention could also be 
practiced by coupling tWo machines that perform different 
types of operations on the can, such as a necking machine 
and a ?anging machine. Moreover, although the invention 
has been described by reference to coupling tWo machines 
together, the invention could also be practiced by coupling 
three or more machines together in sequential fashion. 
Consequently, the present invention may be embodied in 
other speci?c forms Without departing from the spirit or 
essential attributes thereof and, accordingly, reference 
should be made to the appended claims, rather than to the 
foregoing speci?cation, as indicating the scope of the inven 
tion. 
What is claimed: 
1. A necking system for successively reducing the diam 

eter of the end of a can in a plurality of discrete steps, 
comprising: 

a) a ?rst necking machine, said ?rst necking machine 
comprising a ?rst input feed Wheel for receiving a 
can having an end having a diameter, (ii) ?rst necking 
means for reducing said diameter of said can end so as 
to produce a partially necked can, (iii) a ?rst discharge 
Wheel for discharging said partially necked can, and 
(iv) a ?rst gear train, said ?rst gear train comprising a 
?rst gear, said ?rst discharge Wheel driven by said ?rst 
gear; 

b) a second necking machine, said second necking 
machine comprising a second input feed Wheel for 
receiving said partially necked can, (ii) second necking 
means for further reducing said diameter of said par 
tially necked can end so as to produce a further necked 
can, (iii) a second discharge Wheel for discharging said 
further necked can, and (iv) a second gear train, said 
second gear train comprising a second gear, said second 
input feed Wheel driven by said second gear; and 

c) a transfer module coupling said ?rst and second neck 
ing machines, said transfer module comprising a 
transfer Wheel located to receive said partially necked 
can from said ?rst discharge Wheel of said ?rst necking 
machine and to deliver said partially necked can to said 
second input feed Wheel of said second necking 
machine, and (ii) a third gear, said transfer Wheel driven 
by said third gear, said third gear driving one of said 
?rst and second gears and driven by the other one of 
said ?rst and second gears. 

2. The necking system according to claim 1, Wherein said 
third gear drives said second gear and is driven by said ?rst 
gear, and further comprising a motor driving said ?rst gear 
train of said ?rst necking machine. 
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3. The necking system according to claim 1, Wherein said 

third gear drives said ?rst gear and is driven by said second 
gear, and further comprising a motor driving said second 
gear train of said second necking machine. 

4. The necking system according to claim 1, Wherein said 
?rst and second input feed Wheels and said ?rst and second 
discharge Wheels turn in a ?rst direction, and Wherein said 
transfer Wheel turns in an opposite direction. 

5. The necking system according to claim 1, Wherein said 
?rst and second necking means each comprises a sequential 
array of necking modules, an intermediate module disposed 
betWeen each of said necking modules for carrying said can 
body from one of said modules in said array to the neXt 
module in said array. 

6. The necking system according to claim 5, Wherein said 
?rst and second gear trains each comprise a plurality of 
fourth gears driving said necking modules and said inter 
mediate modules, and Wherein said ?rst and second gear 
trains and said third gear of said transfer module and said 
plurality of fourth gears form a common gear train for said 
necking system. 

7. The necking system according to claim 1, Wherein said 
?rst discharge Wheel and said second input feed Wheel are 
driven in a ?rst direction by said ?rst and second gears, 
respectively, and Wherein said third gear drives said transfer 
Wheel in a second direction opposite to said ?rst direction. 

8. The necking system according to claim 7, further 
comprising: 

d) means for applying a suction to ?rst portions of the 
circumference of said ?rst discharge Wheel and said 
second input feed Wheel, and for releasing said suction 
from second portions of the circumference of said ?rst 
discharge Wheel and said second input feed Wheel; 

e) means for applying a suction to a ?rst portion of the 
circumference of said transfer Wheel that is disposed 
opposite to said ?rst portions of said circumference of 
said discharge Wheel and said second input feed Wheel 
and for releasing said suction from a second portion of 
said circumference of said transfer Wheel that is dis 
posed opposite to said second portions of said circum 
ference of said ?rst discharge Wheel and said second 
input feed Wheel. 

9. The necking system according to claim 8, Wherein said 
?rst portions of said circumference of said ?rst discharge 
Wheel and said second input feed Wheel comprise loWer 
portions thereof, and Wherein said ?rst portion of said 
circumference of said transfer Wheel comprises an upper 
portion thereof. 

10. The necking system according to claim 1, Wherein 
said transfer Wheel forms a plurality of can body retaining 
pockets thereon, and further comprising means for applying 
and then releasing suction over a portion of said pockets, 

said suction applying and releasing means comprising: ?rst and second annular passages disposed under said 

pockets, (ii) a port in each of said pockets, each of said ports 
placing its respective pocket into ?oW communication With 
said ?rst annular passage, (iii) an opening placing said ?rst 
and second annular passage in How communication With 
each other, and (iv) a second opening placing said second 
annular passage in How communication With a vacuum 
source. 

11. A method for directly coupling ?rst and second 
necking machines for successively reducing the diameter of 
the end of a can in a plurality of discrete operations, said ?rst 
necking machine comprising at least a ?rst necking 
module for partially reducing said diameter of said can end, 
(ii) a discharge Wheel for discharging said partially necked 
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can, and (iii) a ?rst Rear train, said ?rst gear train comprising 
a ?rst gear driving said discharge Wheel, said second neck 
ing machine comprising an input feed Wheel for receiving 
said partially necked can, (ii) at least a second necking 
module for further reducing said diameter of said can end, 
and (iii) a second gear train, said second gear train com 
prising a second gear driving said input feed Wheel, Wherein 
said ?rst and second necking machines each have a motor, 
said motor of said ?rst necking machine driving said ?rst 
gear train, said motor of said second necking machine 
driving said second gear train, said coupling method com 
prising the steps of: 

a) installing a transfer Wheel betWeen said discharge 
Wheel of said ?rst necking machine and said input feed 
Wheel of said second necking machine so that said 
transfer Wheel receives said partially necked cans from 
said discharge Wheel and delivers said cans to said 
input feed Wheel; 

b) installing a third gear so as to mesh With said ?rst and 
second gears, said third gear driving said transfer 
Wheel, and 

c) eliminating one of said motors so that the other of said 
motors drives both said ?rst and second gear trains as 
Well as said third gear. 

12. A method for directly coupling ?rst and second 
machines for successively performing operations on a can in 
a plurality of discrete operations,. said ?rst machine com 
prising at least a ?rst module for performing at least a ?rst 
operation on said can so as to produce a partially operated 
upon can, (ii) a discharge Wheel for discharging said par 
tially operated upon can, and (iii) a ?rst gear train, said ?rst 
gear train comprising a ?rst gear driving said discharge 
Wheel, said second machine comprising an input feed 
Wheel for receiving said partially operated upon can, (ii) at 
least a second module for performing at least a second 
operation on said can, and (iii) a second gear train, said 
second gear train comprising a second gear driving said 
input feed Wheel, Wherein said ?rst and second machines 
each have a motor, said motor of said ?rst machine driving 
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said ?rst gear train, said motor of said second machine 
driving said second gear train, said coupling method com 
prising the steps of: 

a) installing a transfer Wheel betWeen said discharge 
Wheel of said ?rst machine and said input feed Wheel of 
said second machine so that said transfer Wheel 
receives said partially operated upon cans from said 
discharge Wheel and delivers said cans to said input 
feed Wheel; 

b) installing a third gear so as to mesh With said ?rst and 
second gears, said third gear driving said transfer 
Wheel, and 

c) eliminating one of said motors so that the other of said 
motors drives both said ?rst and second gear trains as 
Well as said third gear. 

13. A method for directly coupling a ?rst necking module 

to a necking machine, said necking machine comprising at least a second necking module, said necking module 

having means for partially reducing the diameter of a can 
end, (ii) a discharge Wheel for discharging said partially 
necked can, (iii) a ?rst gear train. said ?rst gear train 
comprising a ?rst gear driving said discharge Wheel, and (iv) 
a motor, said motor driving said ?rst gear train, said ?rst 
necking module comprising an input feed Wheel for 
receiving said partially necked can, (ii) means for further 
reducing said diameter of said can end, and (iii) a second 
gear driving said input feed Wheel, said coupling method 
comprising the steps of: 

a) installing a transfer Wheel betWeen said discharge 
Wheel of said necking machine and said input feed 
Wheel of said ?rst necking module so that said transfer 
Wheel receives said partially necked cans from said 
discharge Wheel and delivers said cans to said input 
feed Wheel; and 

b) installing a third gear so as to mesh With said ?rst and 
second gears, said third gear driving said transfer 
Wheel, said ?rst gear train driving said third gear. 


